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(54) CONTAINER 
(57)Abstract: 

PROBLEM TO BE SOLVED: To provide a container with 
a good outside appearance whose flange part can be 
made desirably strong and from whose flange end water 
leakage can be prevented. 

SOLUTION: This relates to a container whose paper 
molded container main body 2 inside and a flange part 20 
provided on the periphery of the opening end of the main 
body are covered with a resin layer 3. The flange part 20 
has a hanging part 21 hanging downward from its 
peripheral edge, and the outside face and the bottom 
end of the hanging part 21 are covered with the resin 
layer 3. 
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* NOTICES * 

JPO and INPIT are not responsible for any 
damages caused by the use of this translation. 

1 .This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1]A container by which has a drooping section which hangs from the edge part caudad to 
said flange in a container which provided a resin layer which covers the inner surface and this 
flange to a paper-milling package body which has a flange in a periphery of an open end, and a 
surface part and a lower end part of this drooping section are covered by said resin layer. 
[Claim 2]The container according to claim 1 with which said drooping section has the clinch part 
turned up towards an inner direction from the lower end part. 

[Claim 3]The container according to claim 2 which said clinch part extends to a lower part of the 
inside of said drooping section, or a flat part of said flange, and is joined to an inner surface of 
this drooping section, or a rear face of a flat part of this flange in one. 
[Claim 4]The container according to any one of claims 1 to 3 with which said resin layer is 
formed with a film. 



[Translation done.] 
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1 This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Field of the Invention]This invention relates to the suitable container for the container of food 
and drinks especially with respect to the container by which the inner surface and this flange of 
the paper-milling package body which have a flange were covered and formed in the periphery of 
an open end by resin. 
[0002] 

[Description of the Prior Art]As conventional technology about the container by which the inner 
surface and this flange of the paper-milling package body which have a flange were covered and 
formed in the periphery of an open end with the resin film, the art of the description is known by 
JP,H4-261837,A, for example. This art is the food container which made the inner surface and 
flange of the container which were beforehand milled by predetermined shape laminate a 
thermoplastic resin film, and was made to weld to them. 

[0003]By the way, in the above-mentioned Prior art, since the peripheral edge of a flange was 
outside exposed, there was a possibility that intensity might fall with flood etc., and also the 
touch, appearance, etc. were bad. moreover — when it has composition which pastes up a lid on 
the upper surface of a flange, and removing the lid concerned, a flange bends [ since the 
intensity of a flange is low, ] — peel-off — it may become hot and also there was a possibility 
that the film itself might separate from an end. 

[0004]The container of the patent No. 3075142 is known as conventional technology which, on 
the other hand, bent the paperboard which laminated the resin film, and was used as the cup 
shape container. While this container bends the paperboard which laminated the resin film to 
specified shape, joining it and forming a cylinder-like-object-with-base-like cup body, A wrap 
protective cover is stuck on this cup body for the side wall part, it curls to the method of 
outside, the side attachment wall of the periphery of an open end of a cup body is further 
crushed flatly to a sliding direction, a flange is formed, and the inner surface of a flange is made 
into a noncontact state. And self-restoration of a flange is regulated in the upper bed part of a 
protective cover, and the overhang length of a flange is enlarged and a touch area with a lid is 
enlarged. 

[0005] However, since the inner surface is maintained by the noncontact state, the flange formed 
by doing in this way has unstable shape, and cannot necessarily satisfy the dimensional accuracy 
of a flange, either. When power acts on external force, especially a flange horizontally, it is easy 
to change, and in covering a flange, for example, carrying out application-of-pressure welding, in 
order for a flange to change and to escape caudad, there was a case where sufficient sealing 
nature was not acquired. When a flange was formed in the paper-milling container which does 
not have orientation in textiles short [ the fiber length used compared with a paperboard ] by 
such a technique, and making a flange curl, a possibility that the flange concerned might fracture 
was in it. Into the portion which curled, it was easy to generate wrinkles, and was not desirable in 
appearance. 

[0006]Therefore, the purpose of this invention can give desired intensity to a flange, and also it 
can prevent the flood from the end of a flange and there is appearance in providing a good 
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container. 
[0007] 

[Means for Solving the Problem]In a container which provided a resin layer with which this 
invention covers the inner surface and this flange to a paper-milling package body which has a 
flange in a periphery of an open end, It has a drooping section which hangs caudad from the edge 
part in said flange, and said purpose is attained when a surface part and a lower end part of this 
drooping section provide a container covered with said resin layer. 
[0008] 

[Embodiment of the Invention]Below, this invention is explained, referring to Drawings based on 
the desirable embodiment. Drawing 1 shows the container for instant instant noodles by 
container 1 embodiment of this invention. In the figure, the numerals 1 show the container. 
[0009]As shown in dr awin g 1 , the container 1 forms the resin film layer (resin layer) 3 which 
covers the inner surface and flange 20 to the paper-milling package body 2 which has the flange 
20 in the periphery of an open end, It has the drooping section 21 which hangs caudad from the 
edge part in the flange 20, and the surface part and lower end part of the drooping section 21 
are covered with the resin film layer 3. As used herein hanging means hanging down vertically 
and almost vertically. 

[0010]The container 1 has the clinch part 22 turned up towards the inner direction from the 
lower end part of the drooping section 21. The clinch part 22 extends to the inside of the 
drooping section 21, and the lower part of the flat part 20a, and is joined to the inner surface of 
the drooping section 21, and the rear face of the flat part of the flange 20 in one. The tip part 
22a of the clinch part 22 is arranged at the position higher than the base of a clinch, the tip part 
22a is concealed by the drooping section 21 , and appearance nature and opposite flood nature 
are improved. 

[001 1]The width W of the flat part 20a of said flange 20. When a mouth is attached to sealing 
nature when it covers with the intensity of the flange 20, and a lid, bending nature, the point of 
the goodness of taste, and the flange 20, in order to make it not hot, it is preferred that it is 2-5 
mm, and it is more preferred that it is 2.5-4 mm. As for thickness T of the flat part 20a of the 
flange 20, in the point of securing the intensity of a flange, it is preferred that it is 0.8-3.0 mm, 
and it is more preferred that it is 1 .2-2.0 mm. 

[0012]As for the height H1 of said drooping section 21, in the point of protection of the intensity 
of a flange, taste nature, and the tip part 22a, it is preferred that it is 2-5 mm, and it is more 
preferred that it is 2.5-4 mm. 

[0013]The paper-milling package body 2 is provided with the foaming agent layer 4 between the 
inner pulp layer 2A and outside pulp layer 2B while it is provided with the inner pulp layer 2A 
milled considering pulp as a subject, and outside pulp layer 2B. The container 1 responds to the 
expansion ratio of the foaming agent of the foaming agent layer 4, and is total-layers thickness 
(hereafter, in calling it thickness). The thickness after drying all is said and the value measured 
by the measuring method of below-mentioned working example is said. And it has a part where 
total-layers densities differ in the drum section 22, and this total-layers thickness differs from 
total-layers density in the sliding direction of the drum section 23. 

[0014]The container 1 differs in the total-layers thickness and total-layers density of the drum 
section 23 bordering on the level differences 23a and 23b, and while total-layers thickness 
becomes thick along with lower part **** of the drum section 23, total-layers density is low. The 
level difference 23a shows the pouring rule of thumb of hot water, and the level difference 23b is 
a level difference at the time of accumulating the container concerned of sky condition (level 
difference for stacks). Thus, in the portion near an opening, apply to a pars basilaris ossis 
occipitalis from the center portion of the drum section 23 which carries out densification of the 
foaming agent, and raises intensity, and turns into a grasping part, a foaming agent is made to 
low-density-ize, and high adiathermancy can be given now. The level differences 23a and 23b 
accompanying change of the total layer thickness of the drum section 23 are formed in the inner 
pulp layer 2A. Thus, the surface of outside pulp layer 2B used as the outside surface of the 
container 1 can be formed in a flat by forming the level differences 23a and 23b accompanying 
change of the total layer thickness of the drum section 23 in the inner pulp layer 2A, and it has 
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made as [ acquire / a good printability ]. 

[0015]The density of the inner pulp layer 2A and outside pulp layer 2B, In the point of the 
cushioning properties at the time of being filled up with the point of surface smoothness, surface 
intensity, compressive strength, waterproofness, firmness, and the paper powder occurrence 
prevention at the time of a stack, and contents, or piling up a container, it is preferred that it is 
0.2-1 .5g/cm , and it is more preferred that it is 0.4-1. Og/cm . As for the container 1, in the point 
of mainly giving shape-retaining performances, such as compressive strength, stack intensity, 
and holding strength, to outside pulp layer 2B, it is preferred to have made the density of outside 
pulp layer 2B more highly than the density of the inner pulp layer 2A. 
[001 6]As for the container 1 , it is preferred that the total-layers thickness (for example, 
thickness T2 of the drum section in drawing 1 (a)) in the part which needs adiathermancy 
especially from a viewpoint used as the container of thin meat is 0.8-5 mm, it is more preferred 
that it is 1 .3-5 mm, and it is most preferred that it is 1 .6-4 mm. It is preferred that it is 0.2-1 
mm, as for the thickness of points, such as shortening of paper making or drying time, to the 
inner pulp layer which gives compressive strength by stability at the time of paper making, 
firmness, and a light-gage light weight, it is more preferred that it is 0.4-1 mm, and it is most 
preferred that it is 0.5-1 mm. In the same point as an inner pulp layer, as for the thickness of an 
outside pulp layer, it is preferred that it is 0.2-1 mm, it is more preferred that it is 0.4-1 mm, and 
it is most preferred that it is 0.5-1 mm. 

[0017]In the container 1, the surface smoothness of the portion which becomes an inner surface 
of the container 1 at least in the inner pulp layer 2A, In arithmetical-mean-deviation-of-profile 
Ra and maximum height Rmax which were measured by the method of below-mentioned working 
example in points, such as adhesion with the resin film mentioned later, and pinhole occurrence 
prevention of a resin film, Ra is 1-20 micrometers (value measured based on JIS B 0601.). below 
the same — Rmax — 1 00 micrometers or less (value measured based on JIS B 0601 .) below the 
same, it is — things are preferred and it is more preferred that Ra is 2-1 0 micrometers and 
Rmax is 80 micrometers or less. 

[001 8]In the container 1 , the surface smoothness of the portion which serves as an outside 
surface of the container 1 at least in outside pulp layer 2B, In points, such as making a 
printability good, in arithmetical-mean-deviation-of-profile Ra and maximum height Rmax which 
were measured by the method of below-mentioned working example, it is preferred that Ra is 1- 
8 micrometers and Rmax is 60 micrometers or less, and it is preferred that Ra is 2-6 
micrometers and Rmax is 50 micrometers or less. On the other hand, as for the portion which 
touches the below-mentioned foaming agent layer 4 in outside pulp layer 2B, it is preferred to 
make coarse the eye of the network at the time of paper milling, to mill paper from a viewpoint 
[ enlarge the touch area of outside pulp layer 2B and the foaming layer 4, and ] of raising both 
bonding strength, and to finish the surface comparatively coarsely. 

[0019]The inner pulp layer 2A and outside pulp layer 2B are milled considering pulp as a subject, 
It may consist only of pulp fibers and a pulp fiber can also be made to contain other ingredients, 
such as powder of thermoplastic synthetic resin, such as inorganic fibers, such as inorganic 
substances, such as talc and kaolinite, glass fiber, and carbon fiber, and polyolefine, or textiles, 
non-wood or vegetable matter textiles, and polysaccharide. As for especially the loadings of an 
ingredient besides these, it is preferred that it is 5 to 50 % of the weight one to 70% of the weight 
to the total quantity of a pulp fiber and the ingredient of these others. The dispersing agent of 
the textiles suitably added at the time of the paper milling, the forming assistant, the color 
pigment, the coloring assistant, etc. may be included in the inner pulp layer 2A and outside pulp 
layer 2B. 

[0020]The foaming agent layer 4 may be a layer formed considering the foaming agent as a 
subject, and what consists only of foaming agents may be used. Other ingredients, such as 
powder of thermoplastic synthetic resin, such as inorganic fibers, such as inorganic substances, 
such as a pulp fiber, talc, and kaolinite, glass fiber, and carbon fiber, and polyolefine, or textiles, 
non-wood or vegetable matter textiles, and polysaccharide, may be contained in the foaming 
agent. The density of a foaming agent layer becomes high, and the loadings of an ingredient 
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besides these reduce adiathermancy, or are set up suitably not increase container weight. As a 
foaming agent used for the foaming agent layer 4, a microcapsule type foaming agent, In points, 
such as foaming agents, such as inorganic system foaming agents, such as fizz resin and sodium 
bicarbonate, being used preferably, being able to make expansion ratio high also in these, and 
excelling in handling nature, A microcapsule type foaming agent is preferred and things, such as a 
vinylidene chloride and acrylonitrile, are especially used [ contents ] for an envelope preferably 
by butane, pentane, etc. 

[0021]Said foaming agent layer 4 is formed between inner, outside pulp layer 2A, and 2B, and the 
container 1 has predetermined insulation efficiency. It is specifically preferred that the value of 
the temperature gradient measured by the method of below-mentioned working example is 20-40 
**, and skin temperature is 50-65 **, and it is more preferred that the value of a temperature 
gradient is 25-35 **, and skin temperature is 55-60 **. 

[0022]The inner pulp layer 2A and outside pulp layer 2B are joined without the container 1 
passing the foaming agent layer 4 to the periphery of the opening, and said flange 20 is formed. 
Thus, by joining the inner pulp layer 2A and outside pulp layer 2B without the foaming agent layer 
4, while being able to strengthen the flange 20 with thin meat, it has made as [ perform / 
subsequent processing / easily ]. Since a foaming agent does not exist in the flange 20, there is 
also no fear of carrying out the incorrect throat of the foaming agent. 

[0023]Said resin film layer 3 is a layer for giving a water resisting property (leakproofness) and 
gas-barrier Hitoshi to a container. Therefore, the resin film used for the resin film layer 3, If the 
function can be given, there will be no restriction in particular in the construction material, 
thickness, etc., but. For example, polyolefin system resin, such as polyethylene and 
polypropylene, Polyamide system resin, such as polyester system resin, such as polyethylene 
terephthalate, and nylon, Thermoplastics, such as styrene resin, such as polyvinyl system resin, 
such as polyvinyl chloride, and polystyrene, is used, and polyolefin system resin is especially 
used preferably in points, such as a film manufacturing cost and a moldability, also in these. The 
resin film layer 3 may have a monolayer and which [ multilayer ] layer system. 
[0024]In the container 1 , inner, outside pulp layer 2A and 2B, and the foaming agent layer 4, 
These mixed layers are formed on the boundary of the inner pulp layer 2A and the foaming agent 
layer 4, both are firmly unified by this mixed layer, and it is unified by weld of the foaming agent 
on the boundary of outside pulp layer 2B and the foaming agent layer 4. By unifying firmly the 
inner pulp layer 2A and the foaming agent layer 4, also when boiling water etc. are poured out, 
high adiathermancy and firmness are acquired. 

[0025]Next, the manufacturing method of said container 1 is explained, referring to Drawings. In 
the manufacturing method of the container 1, the inner pulp layer 2A and outside pulp layer 2B 
are milled individually first. Each pulp layer can be milled like the after- mentioned using the 
producing mold of the lot which consists of a male and a female die. While having desired shape 
on the outside surface by a convex in the down side, the thing provided with the network made 
of resin which has the predetermined opening and wire size which cover the paper-making part 
which has a vapor-liquid circulation way leading to this outside surface inside, and this paper- 
making part is used for a male, for example. The paper-making part of the male used in the case 
of this paper making is formed with elastic bodies, such as heat-resistant and corrosion- 
resistant rubber. Thus, the shape of complicated surface type and the Plastic solid which has a 
deep drawing portion can be fabricated by using the mold provided with the paper-making part 
formed with the elastic body. On the other hand, the concave metal molds which have the inner 
surface shape corresponding to the paper-making part of this male are used for a female die. It 
is preferred to use the thing provided with the heating method for a female die from the point 
that desiccation besides drying can be performed. 

[0026]As shown in drawing 2 (a) and (c), the inner pulp layer 2A and outside pulp layer 2B, for 
example, By attracting this slurry through said vapor-liquid circulation way (not shown), and 
carrying out paper making of the pulp fiber in said network (not shown), after the males 10 and 
1 1 are immersed in the pool P1 filled with the inside of the slurry for each pulp layers, and P2, 
Paper is milled by the outside surface of this network of each males 10 and 1 1 by a damp or wet 
condition. 



2010/05/06 



JP,2002-145240,A [DETAILED DESCRIPTION] 



5/11 



[0027]What the slurry used for formation of each pulp layer becomes only from a pulp fiber and 
water is used preferably. In addition to a pulp fiber and water, ingredients, such as powder of 
thermoplastic synthetic resin, such as inorganic fibers, such as inorganic substances, such as 
talc and kaolinite, glass fiber, and carbon fiber, and polyolefine, or textiles, non-wood or 
vegetable matter textiles, and polysaccharide, may be contained. As for especially the loadings of 
these ingredients, it is preferred that it is 5 to 50 % of the weight one to 70% of the weight to the 
total quantity of a pulp fiber and this ingredient To a slurry, the dispersing agent of a pulp fiber, 
a forming assistant, a coloring agent, a coloring assistant, etc. can be added suitably. To said 
slurry, a sizing compound, paints, a fixing agent, etc. can be added suitably. The outside pulp 
layer dried to predetermined water content by adding size material especially, When making the 
inner pulp layer of a damp or wet condition unify, it can prevent making an outside pulp layer 
absorb the moisture of an inner pulp layer, and appearance defects, such as a stain, can be 
prevented from occurring in the outside surface of an outside pulp layer. 
[0028]As for outside pulp layer 2B, it is preferred to make it dry beforehand and to carry out 
densification from a viewpoint which makes a foaming agent foam efficiently and can form the 
foaming agent layer 4, before piling up with the inner pulp layer 2A. The male 1 1 is pulled up from 
a slurry after paper making of predetermined time, and as shown in drawing 2 (b), specifically, it 
compares to the metal female dies 12 corresponding to the male 1 1. As for the female die 12, it 
is preferred to use for an inner surface what does not have an exhaust hole so that it may not 
leave the back to the outside surface of outside pulp layer 2B, but when it desires shortening of 
drying time, what has an exhaust hole can also be used for it. And it dries by pressing pulp layer 
2B outside a damp or wet condition in the paper-making part of the male 11, the female die 12 is 
further heated by the heating method (not shown), and densification of the outside pulp layer 2B 
is dried and carried out. At the time of drying and desiccation of outside pulp layer 2B, the 
moisture (water and steam) of outside pulp layer 2B is attracted through said vapor-liquid 
passage of the male 1 1 , and it drains outside. As for the thrust at the time of drying and 
desiccation of outside pulp layer 2B, it is preferred that it is 0.2 - 3MPa from a viewpoint which 
raises dehydration efficiency and attains densification, and it is more preferred that it is 0.3 - 
1.5MPa. In points, such as burnt-deposits prevention by desiccation, and drying efficiency, as for 
the die temperature at the time of desiccation of outside pulp layer 2B (temperature of the 
female die 12), it is preferred that it is 150-230 **, and it is more preferred that it is 170-220 **. 
Outside pulp layer 2B is delivered to the female die 12 from the male 1 1 after drying / 
desiccation of outside pulp layer 2B. After the completion of delivery evacuates the male 1 1 . 
[0029]While densification etc. carry out outside pulp layer 2B as mentioned above, the outside 
surface of the inner pulp layer 2A is covered with a foaming agent. Covering by a foaming agent 
can be performed by immersing the male 10 which carried out paper making of the inner pulp 
layer 2A in the pool P3 filled with the liquid (the dispersion liquid or the solution of a foaming 
agent) containing a foaming agent, and impregnating the outside surface of the inner pulp layer 
2A with this liquid, for example, as shown in drawing 2 (d), 

[0030]AIthough what expands with heating can be especially used for a foaming agent without 
restriction, that points, such as stopping the burnt deposits of the pulp fiber of the pulp layer by 
heat foaming, etc., to whose foaming temperature is 100-1 90 ** is preferred, and what is 110- 
1 60 ** is more preferred. As a foaming agent provided with such a foaming temperature, the 
dispersibility to water or a slurry, etc., a microcapsule type foaming agent, fizz resin, etc. are 
mentioned, and a microcapsule type foaming agent is preferably used in respect of expansion 
ratio, handling nature, etc. also especially in these. An envelope is preferably used [ microcapsule 
type foaming agents, such as a vinylidene chloride and acrylonitrile, etc. ] for a microcapsule 
type foaming agent for contents by butane, pentane, etc., for example. In addition, the foamed 
beads which can also use the kneaded material which scoured sodium bicarbonate, an azo 
compound, a nitroso compound, a hydrazide compound (henceforth sodium bicarbonate etc.), etc. 
to starch or resin, for example, or contain pulp and starch in this sodium bicarbonate can also be 
used. 

[0031]As for the quantity of a foaming agent, it is preferred that the blending ratio to the full 
weight of the point which makes the foaming agent layer 4 said predetermined density and 
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thickness, the point of a manufacturing cost, etc. to a container is 1 to 20 % of the weight, and it 
is more preferred that it is 3 to 10 % of the weight. 

[0032]Next, the inner pulp layer 2A and outside pulp layer 2B are piled up so that the foaming 
agent layer 4 may be located between the inner pulp layer 2A and outside pulp layer 2B. That is, 
as shown in drawing 2 (e), the inner pulp layer 2A impregnated with the foaming agent is piled up 
from the upper part of pulp layer 2B outside after drying / desiccation arranged in the female die 
12. Under the present circumstances, from the male 10, the inner pulp layer 2A is not unmolded, 
but compares the male 10 to the female die 12 as it is. And the inner pulp layer 2A and outside 
pulp layer 2B are stuck, drying in the paper-making part of the male 10 by pressing the inner 
pulp layer 2A of a damp or wet condition. Then, compressed air is purged through said vapor- 
liquid circulation way in the male 10, and the inner pulp layer 2A is delivered to the female die 12 
from the male 10. The male 10 is evacuated after delivering the inner pulp layer 2A. 
[0033]Next, as shown in drawing 2 (f), the metal males 1 3 which have the predetermined 
clearance C corresponding to a total-layers thickness change bordering on the level differences 
23a and 23b of said container 1 are arranged, and it compares with the female die 1 1 and 
presses. This male 1 3 is provided with the vapor- liquid circulation way (not shown) like the male 
1 0, and is provided with the heating method (not shown). And the male 1 3 and the female die 1 2 
are heated by each heating method, and while making the foaming agent with which the inner 
pulp layer 2A was impregnated foam and making the foaming agent layer 4 low-density-ize, the 
inner pulp layer 2A and outside pulp layer 2B are made to unify. A flange is joined by the thrust 
at the time of desiccation, and it unifies. It is preferred to use adhesives for junction of a flange 
in the point which raises adhesive strength, and it is preferred to use adhesives, such as starch, 
especially as a food container. 

[0034]Irrespective of the thrust at the time of desiccation, it is preferred that predetermined 
clearance is maintained just before taking out. It drains outside by using the moisture of the 
inner pulp layer 2A as a steam through the vapor— liquid circulation way of a male in the 
meantime. Carry out more than foaming starting temperature, and burnt deposits are kept from 
arising in each pulp layer 2A and 2B, and from a viewpoint of maintaining drying efficiency highly, 
as for the die temperature at the time of desiccation, it is preferred that it is 150-230 **, and it 
is more preferred that it is 1 70-220 **. 

[0035]A foaming agent foams to predetermined expansion ratio, and heating and desiccation are 
ended in the place where the inner pulp layer 2A was dried to predetermined water content. And 
the container (half-finished products) which opened the male 13 and the female die 12, and was 
formed is unmolded. 

[0036]Next, a flange is cut in predetermined shape. In a cutting process, as shown in drawing 3 
(a), reverse the dried container and it lays on the plinth 15 for cutting. The cutting unit 14 
provided with the cylindrical edge 14a and the press ring 14b is pressed from the reaiH'ace side 
of the flange 20, The notch 21a of the ring shape of the point sake which prevents a pulp fiber 
fracturing in the case of bending which continues and is performed while cutting the edge part of 
the flange 20 by a position is formed in a prescribed position. As for the depth of the notch 21a, 
it is preferred that it is 0.1-0.6 mm, and it is more preferred that it is 0.2—0.4 mm. A notch can 
also be provided in two or more places according to bending performed continuously. 
[0037]Next, primary bending is performed. In primary bending, as shown in dr awing 3 (b), a 
container is inserted in the male 1 6, the tubed press child 1 7A who warmed to prescribed 
temperature is inserted into the concave 1 6a of the ring shape of the male 1 6, and the drooping 
section 21 which hangs from the edge part of the flange 20 is formed. After forming the drooping 
section 21, the press child 17 makes it evacuate. Since it makes surface nature good, it is 
preferred that it is 100-160 **, and it is more preferred that it is 1 10-130 ** while the 
temperature (skin temperature) of the male 16 makes the shape of bendability hold by the iron 
effect. 

[0038]Next, the resin film layer 3 is formed. As shown in d rawing 3 (c), the resin film layer 3 is in 
the state where the container was reversed, and is formed in the outside (surface) of the inner 
pulp layer 2A. formation of the resin film layer 3 — laws, such as vacuum forming, — it can carry 
out by a method. When based on vacuum forming, the female die (refer to drawing 2 ) used by 
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drying and the drying process of said outside pulp layer 2IB and vacuum forming type 18 which 
were mostly provided with the vacuum suction means 1 8a, b, and a band heater (not shown) with 
the size are used, The container of half-finished products is set in vacuum forming type 1 8, and 
a resin film is set so that the opening of this container may be plugged up further. And while the 
plug (not shown) which equipped the resin film with the heater from the upper part is made to 
contact, a resin film is softened and the mold 18 compares, Vacuum suction of the container is 
carried out through the vacuum suction means 1 8a and b using the breathability of each pulp 
layer of a container, and a resin film is stuck on the surface of the inner pulp layer 3. 
[0039]Next, secondary bending is performed. In secondary bending, first, as shown in drawin g 3 
(d), a container is reversed again and it inserts in said male 1 6. And while spraying the hot wind 
of prescribed temperature, rotating the male 1 6 concerned to the circumference of the medial 
axis, The tip part of said drooping section 21 is made to contact, rotating the rotation press 
child's 19 flange 19a from the side to the circumference of a vertical axis, it turns up from the 
portion of said notch 21a, and the clinch part 22 is formed. After forming the clinch part 22, the 
press child 1 9 makes it evacuate. 

[0040]Next, Miyoshi bending is performed. In Miyoshi bending, as shown in drawing 3 (e), the 
tubed press child 1 7B who has a concave streak part corresponding to the base of the clinch in 
a tip part, It inserts into the concave 16a of the male 16, the clinch part 22 is pressed to the 
inside side of the drooping section 21, the undersurface side of the flange 20, and the peripheral 
face of outside pulp layer 2B, and it joins in one. It is preferred to use adhesives, such as starch, 
when joining from the point which can be unified more firmly. Thus, manufacture of the container 
1 is completed. 

[0041]As explained above, the container 1 of this embodiment, The drooping section 21 is 
formed in the edge part of the flange 20 to which the inner pulp layer 2A and outside pulp layer 
2B were joined, Form the clinch part 22 which furthermore turned up the lower end part of the 
drooping section 21, and since it has joined to the inner surface of the drooping section 21, the 
rear face of the flat part 20a, and the outside surface of outside pulp layer 2B in one, this clinch 
part 22, When a lid is pasted up on the flat part 20a of a flange, modification of the flange 20 is 
certainly suppressed also in the time of removing it, and the case of carrying, and also when 
containers contact at the time of conveyance, breakage of the resin film of a flange can be 
prevented. It is covered with the resin film layer 3 to the clinch part 22, and since the end of the 
clinch part is arranged more highly than the base of a clinch, the flood to a flange can be 
prevented certainly. Since it is not outside exposed of the amputation stump part of the flange 
20, taste and appearance are also good and, also sanitarily, it is a desirable container. 
[0042]Since the foaming agent layer 4 is formed and unified between inner, outside pulp layer 2A, 
and 2B, the container 1 of this embodiment has a thin shape, and it excels in adiathermancy and 
also it is excellent in the mechanical strength (compressive strength). It is smooth in the surface, 
and since the container 1 does not have a joined part etc. in an internal surface and an outside 
surface, its printability is good, and also its adhesion of a resin film is good. In addition, according 
to the expansion ratio of a foaming agent, said total-layers thickness differs from total-layers 
density in the sliding direction of this drum section, Expansion ratio is stopped in about 20 flange 
which seldom needs adiathermancy, intensity is made high, if it applies by a pars basilaris ossis 
occipitalis from the center of a drum section which needs adiathermancy, expansion ratio is 
made high and adiathermancy is made high, and it is the outstanding container which has 
adiathermancy and intensity in a required part. Since the container 1 has the outstanding 
adiathermancy, and it can be used for it as a container of hot food and drinks and also it is hard 
to produce dew condensation etc. on the surface, the thing to use also as a container of cool 
food and drinks and for which things can be carried out cannot be overemphasized. 
[0043] Drawing 4 (a) - (d) shows other embodiments of the flange in the container of this 
invention. In these figures, about the portion which is common in the container 1 of said 
embodiment, identical codes are attached and the explanation is omitted. Therefore, to especially 
a point without explanation, the explanation in the container 1 of said embodiment is applied 
suitably. 

[0044]Clinch part 22' by which the drooping section 21 to which the container of the 
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embodiment shown in drawing 4 (a) hangs from the edge part caudad to the flange 20 was 
formed, and was turned up towards the upper part from the lower end part of the drooping 
section 21 is formed. Since the same effect as said container 1 is acquired and also especially 
the end face has entered inside, the container of this embodiment is excellent in protection of 
the end face. 

[0045]While the drooping section 21 to which the container of the embodiment shown in drawing 
4_(b) hangs from the edge part caudad to the flange 20 is formed, clinch part 22' turned up 
towards the inner direction from the lower end part of the drooping section 21 is formed, and 
clinch part 22' is joined to the inner surface of the drooping section 21. Since the same effect as 
said container 1 is acquired, and also the container of this embodiment has an end of a film near 
the lower end bend part, for example when separating and discarding a film, a film end is grasped 
and it exfoliates easily. 

[0046]lt turns and the container of the embodiment shown in drawing 4 (c) is turned up so that it 
may curve from the lower end part of the drooping section 21 to an inner direction, while the 
drooping section 21 which hangs from the edge part caudad to the flange 20 is formed, and 
clinch part 22' is formed. Since the same effect as said container 1 is acquired and also the end 
face serves as a gestalt which enters inside, the container of this embodiment is excellent in the 
protection nature of the end face. 

[0047]The drooping section 21 to which the container of the embodiment shown in drawing 4 (d) 
hangs from the edge part caudad to the flange 20 is formed, and the lower end part of the 
drooping section 21 is covered with the resin film layer J. Since the same effect as the container 
of this embodiment and said container 1 is acquired and also the end face is certainly covered 
with the film, the end face has a high water resisting property. 

[0048]The portion in which the container of the embodiment shown in drawing 4 (e) forms the 
flange 20 and the drooping section 21 of outside pulp layer 2B in the embodiment of the figure 
(d) is formed in thickness. Since the same effect as said container 1 is acquired and also 
especially the intensity of a flange is high, the container of this embodiment can use a drum 
section as thin meat, and can carry out the weight saving of the whole. 
[0049]Said container 1 and drawing 4 (a) Even if container 1' of - (c) covers the tip part of a 
clinch part with a resin film layer directly and does not protect it, it is the gestalt excellent also 
in the point that it enables it to prevent the flood from the tip part concerned, and the 
contamination process of a film can be skipped. Water integrity nature is the container raised 
more by covering the tip part of a clinch part with a resin film layer. 

[0050]This invention is not limited to said embodiment, but can be changed in the range which 
does not deviate from the meaning of this invention. 

[0051 ]For example, a resin layer can also be formed by applying the paint containing resin, 
although the thing [ as / in the container 1 of said embodiment ] which is formed with a resin 
film in the case of a container with a large caliber is preferred. General-purpose waterproofness 
and a dampproof paint can be used as such a paint, and especially, when it is a food container 
and heat resistance is required for the business of instant instant noodles, the paint of an acrylic 
resin emulsion system can be used. The shape of containers, such as a deep container and a 
container which has the narrow portion, the barrier characteristic needed by the purpose of 
using a container, etc. can perform suitably selection of whether a resin layer is formed with a 
resin film, or to form by spreading of a paint. 

[0052]In being a cup shape container as in the container 1 of said embodiment, Although it is 
preferred to form in the drum section (grasping part) 23 the part where total-layers thickness 
differs from total density according to the expansion ratio of a foaming agent, the part where 
total-layers thickness differs from total density according to the expansion ratio of a foaming 
agent, According to the shape of a container, it can set up suitably, for example, when the shape 
of a container is a dished container, it can form in other parts, such as a drum section and a 
pars basilaris ossis occipitalis. Although it is preferred to form a stack in the drum section 23, a 
stack is also omissible if needed. 

[0053]Although it is preferred to have the thermal break [ as / in said embodiment ] which 
consists of the foaming agent layer 4 as for the container of this invention, it can provide a 
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crevice in outside pulp layer 2B and the inner pulp layer 2A, and can also form a thermal break. 
A thermal break is also omissible according to the use of a container. The paper-milling package 
body 2 can also be formed from much more pulp layer. 

[0054]After drying outside pulp layer 2B beforehand and carrying out densification as mentioned 
above, it is preferred to pile up with the inner pulp layer 2A, to unite and to manufacture both, 
but the container of this invention can be piled up with an inner pulp layer, without drying outside 
pulp layer 2B beforehand, can dry both after that, and can also be manufactured. 
[0055]The method of covering the outside surface of the inner pulp layer 2A with a foaming 
agent, Although it is preferred to carry out by immersing the outside surface of an inner pulp 
layer in the liquid which contains a foaming agent as mentioned above, and impregnating the 
outside surface of the inner pulp layer 2A with this liquid, spray coating etc. can be carried out 
to the outside surface of the inner pulp layer 2A, and this liquid can also be made to cover. In 
the manufacturing method of the container of said embodiment, after performing primary bending, 
the resin film was formed, but primary bending can also be performed after forming a resin film 
layer. 
[0056] 

[Example] Hereafter, working example explains this invention still more concretely. With the 
container of the gestalt shown in drawing 1 , what has the following size shape was produced as 
follows. 

[0057]<Container size shape> height H:. 1 10-mm opening inside diameter phil:. 88-mm pars- 
basilaris-ossis-occipitalis outer diameter phi2:. 70-mm flange flat part width W:. The height 
H1 :3.0mm drum-section top thickness T1 :0.8mm drum-section center-section thickness 
T2:1.5mm drum-section lower thickness T3:2.0mm pars-basilaris-ossis-occipitalis thickness 
T4:1.0mm corner-part curvature radius of the 1.3 mm flange flat-part T1.6 mm drooping section 
in thickness: R1=1mm, R2=1.5mm [0058]The male provided with the network made of wrap nylon 
(50 meshes, 100 micrometers of wire sizes) for the paper-making part and this paper-making 
part made of silicone rubber corresponding to each inside-and-outside pulp layer of the <paper 
making of inside pulp layer and outside pulp layer> container was made immersed into the slurry 
of the following presentation, and each pulp layer was formed. 
Slurry for outside pulp layers; 

Pulp slurry : (pulp fiber (virgin pulp: imitation used paper =3:7 (weight ratio), 0.5 % of the weight of 

pulp slurry concentration)) 

Sizing compound (2% of weight ratio for pulp) 

Slurry for inner pulp layers; 

Pulp slurry : (pulp fiber (virgin pulp: imitation used paper : =3:7 (weight ratio), 0.5 % of the weight of 

pulp slurry concentration)) 

Sizing compound (2% of weight ratio for pulp) 

[0059]The pulp layer outside <drying of an outside pulp layer, a drying condition>, etc. has been 
arranged between the female dies corresponding to said male, and it dried and dried under press 
by the following condition. Starch paste was applied to the part corresponding to the flange of a 
pulp layer outside after desiccation. 

die-temperature: — 200 ** thrust: — 0.4MPa (for 1 80 seconds) 

[0060]The pulp layer in <covering by the foaming agent of the outside surface of an inside pulp 
layer> was immersed in the foaming agent content liquid of the following presentation, and the 
drum section outside surface of the inner pulp layer concerned was impregnated with the 
foaming agent. 

Foaming agent content liquid; 

Foaming agent (made by the Matsumoto oiliness medicine manufacture company) [Matsumoto 
microsphere F82] : Water which contains the foaming temperature of 160-170 ** 1% of the 
weight (5% of weight ratio to the full weight for a Plastic solid) [0061]It is made to dry under the 
following die temperature and press, and while making a foaming agent foam, both pulp layers 
were made to unify, after piling up <heating and drying condition> inner and an outside pulp layer. 

die-temperature: — 200 ** thrust: — 0.4MPa (for 1 80 seconds) 
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[0062]The flange edge part of the container was cut by punching with the punching edge with a 
<cut processing> inside diameter of 107 mm. 

[0063]<Primary bending> Bending of the flange was performed on condition of the following, and 
the drooping section was formed. 

skin temperature [ of a press child (product made from aluminum) ]: — skin temperature [ of a 
50 ** male (product made from aluminum) ]: — 110** thrust: — 3tonf [0064]The resin film of 
the <formation of resin film layer> following has been arranged so that a inner layer may touch 
an inner pulp layer, and it laminated by the following process condition. And after laminating an 
excessive film, it cut in the end of a pulp layer. 
Resin film; 

Inner-layer [ an outer layer/] = high density polyethylene / low-density-polyethylene-resin film- 
layer thickness: 1 50-micrometer process condition; 

Vacuum forming machine: Sanwa-Kogyo make Trade-name P1_AVAC-FE36PHS film heating 

method: Infrared heater (1 1 0 mm of intervals of a heater and a resin film) 

Film cooking temperature: 250 ** (making machine indication temperature) 

film cooking time: — 35-second plug size: — nature of 60 mm[ in diameter ] x1 10-mm plug 

material in length: — aluminum (it is Teflon (registered trademark) processing to the surface) 

Plug temperature: 115** (plug real skin temperature) 

Vacuum-forming public-funds type: Regio-oralis aperture phi88mm, diameter phiof pars basilaris 
ossis occipitalis70mm, height 1 10mm vacuum forming public-funds mold temperature degree: 1 15 
** (metallic mold inside real skin temperature) 

Cycle time: 15 seconds[0065]<Secondary bending> Bending of the clinch part was performed on 
condition of the following. 

hot-blast-temperature: — 120 ** male (product made from aluminum) skin temperature: — 
ordinary temperature [0066]<Miyoshi bending> It pressed on condition of the following, and the 
male was heated, or the hot wind was sprayed, the clinch part was pressed, and it joined to the 
inner surface of a drooping section, the rear face of a flange, and the outside surface of the 
outside pulp layer in one. 

press child (product made from aluminum) skin temperature: — 110** male (product made from 
aluminum) skin temperature: — 110** hot-blast-temperature: — 120 ** welding-pressure 
100kgf [0067][Measurement of the thickness of each class, and total thickness] From the Plastic 
solid, the fragment was cut down in part and the thickness of each class was measured with the 
tool maker's microscope. 

[0068][Measurement of the density of each class] Based on the aforementioned thickness, the 
area of the cut-down fragment and its weight, the entire weight of a Plastic solid, and foaming 
agent weight, the density of a foaming agent layer and an inner pulp layer was calculated. 
[0069][Evaluation of the heat insulation characteristic] The container 1 was filled with 95-100 ** 
boiling water, the temperature of the hot water in the container of 3 minutes after and the 
temperature of the container outside surface were measured with the contact type 
thermometer, and the temperature gradient with the temperature of hot water and the 
temperature of a container outside surface was searched for. 

[0070][Measurement of the smooth nature of an inner surface] In measurement of surface 
roughness, it is surfboard COM 120A. The measuring condition was made into cutoff:2.5mm, 
measurement length:1 0.00mm, filter:2CR, and measurement-magnifications:500, the slope 
correction:straight line, and polarrstandard using [Tokyo Seimitsu Co., Ltd. Make]. 
[0071]Thus, the intensity of the request to a flange was obtained, the produced container could 
prevent the flood from the end of a flange, and its appearance was also good. Although total- 
layers thickness is lightweight with thin meat, and the adiathermancy of thickness is also good 
and it pours out boiling water at 0.8-5 mm, a container grasps directly, and firmness is 
maintained also in that case. Surface smooth nature is high, arithmetical-mean-deviation-of- 
profile Ra was 1-20 micrometers, maximum height Rmax was 100 micrometers or less, and the 
printability of the outside surface was [ the adhesion of a resin film is also good, there was also 
no pinhole and ] also good. 
[0072] 
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[Effect of the Invention]According to this invention, desired intensity can be given to a flange, 
and also the flood from the end of a flange can be prevented and a container also with good 
appearance is provided. 
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* NOTICES * 

JPO and INPIT are not responsible for any 
damages caused by the use of this translation. 

1 This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1 ]lt is a figure showing one embodiment of the container of this invention typically, (a) 
is an outline judgment side figure, and (b) is an expanded sectional view of a flange. 
[Drawing 2] Are a part of manufacturing process of the container of this invention a shown 
schematic diagram, and (a), The figure showing the paper-making process of an outside pulp 
layer, the figure in which (b) shows drying and the drying process of an outside pulp layer, The 
figure in which (c) shows the paper-making process of an inner pulp layer, the figure showing the 
process at which (d) has covered the outside surface of an inner pulp layer with the foaming 
agent, the figure in which (e) shows the superposition process of an inner pulp layer and an 
outside pulp layer, and (f) are the figures showing a drying process. 

[Drawing 3] It is a schematic diagram showing a part of manufacturing process of the container of 
this invention, and the figure in which (a) shows a cutting process, the figure in which (b) shows 
a primary bending process, the figure in which (c) shows the formation process of a resin film 
layer, the figure in which (d) shows a secondary bending process, and (e) are the figures showing 
the Miyoshi bending process. 

[Drawing 4] (a) - (e) is an outline sectional view (drawing 1 (b) considerable figure) of an 
important section showing another gestalt of the flange in the container of this invention, 
respectively. 

[Description of Notations] 

1 Container 

2 Paper-milling package body 
2A Inner pulp layer 

2B Outside pulp layer 

20 Flange 

21 Drooping section 

22 Clinch part 

3 Resin film layer 

4 Foaming agent layer 
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S?M££ftft^L«3ffi£ R aSt>*5^? Riax 
Kfe^Ts Ratfl~2 0 |im (J I S B 0 60 1 

mMLTmfcznmo sow. ) , r««#i o 

0 /i m£TF ( J I S B 0 6 0 1 tWlTlKtl 

10/inu Riax#8 0/mWTT?fc5C 

[0 0 18] Mltm, yV</l/7"l2 Bfcfclt 

5s tfc^i©ftffi£&3^-©SE¥?f1£ 
(is WMltt^fiffKtSSSO^Cfe^T, &3©£A 

RmaxfcfeV^Ts Ratfl - 8 ji m, Rmaxtf 6 0 \l mJX 
Tl?S5c:t^$fSb<s Ra*i2~6(im, Riaxtf 
5 0ftmJXT-eab§Ct*WSLV\ CWC»U 
71/71 2 B (Cfe(t5^M©^^Jl 4 tgf 5S»tt, 

fn\b?m 2 b tismi 4 1 <Dmmm*±it <ixm 

[0 0 19] ft/W?M2 ARW/Vl'7S2 B«s 
;l/7*±fti:LTfM^nrcfe©T^Ds /Vl/7IBtO 
^5ft5fe©T*fe<fc<s tfcs /Vl/71S(Cs 

j8#sa#s**j:fcfcT?*5„ cn5fte©^©ga^ 

»is /^7liffiS:t>*Sffl©^©^t|-ltc^LTl~ 
7 0111 #(C 5 - 5 0«S%Tf£S d fcAiWS L 

©g>5gafEfev^r5ia»^nfc«tt©^ijs 

Sis tfeffiSs «ftlW!W«^A < WTtai\ 
[0020] 4 (is fS&M%3Lftfc LT^^$ 

tis ^^xait^^-^yatt^cDMSiiis ^u^-b 



5 

ff£L<fflv5tU eift5©tfnft>, 58a^**S<Tf 
* >^Tf, ft&ffffiffc if - U r * 7 >7 V p - h >J ;m 

[ o o 2 1 ] §8s i a, imm&mm 4 aw • jpwt* 

£1-3fc©T£3 0 &$©SffiM©/?£fc 

cfc 5 iJ£?nfc?ssM©fi^ 2 o ~ 4 o °c, mum* 

5 0~6 5*CT?fc3Ci:tf#$L<, SfiMOfil^2 5 

[0 0 2 2] §S 1 ti, Pg&OJISKiaSSIJB 4 

«te-rfcrt>VU7* 2 ARlW;^7f 2 B ^MpJ 
hTME75yf»2 0OTga*ftTV5. £©<}:? 
t> ?«S 4 2 A&lW/WT'B 

2B£g£"T§<:i:T\ 77>5>S2 0*JWWIHE 
T**«kkfelc» *oa©ftiI*«SR:tfA«J:5KiB: 

©t% ^iasi^KiB-rsiijet.*^. 

[0 0 2 3] Mie^Sl7Y^AS3tt, 8£fc»#tt 
5o ftt>T, 8li7wvl>Al3{c/Bv>5ft3*fllg7^ 

as, ^otmsw^wstoTfsntf, #t^©# 

y7'ot!i/^flD#y*i/7-c>3S«fiig> jpyx^u^ 
rU7*U-h^Ojpyx^T;l/SSflll, Wnyf© 

jWl^Stu cn5©*T*t>7^/l/Agetnxk 

tt^©jst fet^rtf y * ix7 ^ ymmmtm l < 

JBV>5ft5. ifH7^kkS3H#l-£l©^ 

[0 0 2 4] sgg i tfe^ra, ft ■ 2 A • 

2 B tf&MM 4 £ tt, |fy W7E 2 A fcfSSSflJf 4 t 

B tMMM 4 fcO^TfttSSSSflOBIiif £ J: DHHfc 
£tlT^5„ rt/Vl/7*S 2 A fcSSSSM 4 fc*qSH£- 

[0 0 2 5] MESH 1 ©ffifcfr&fcO^T, 0 



(4) $Pf2 0 0 2-1 4 5 2 4 0 

6 

ti, Jfct\ ft/W7S2Aft07PW7l2B««c 

©ji-ra. §/^7«a, &$©£?£, nntust 

ffiBtt*^5IH«©£SIJ©S£ffil^ 0 ffifefc 
OAS, SaifefT^5jS^5ttS!K:ttinl»¥a%«itrct 

[0 0 2 6] ftfWtm 2 2 B ft, 0IJ 

Atf, 02 (a) fttf (c) t^fj;5f^ 
ffl©X^y-rt^Sx fc 7-/1/P 1, P2ftfcj|S!l 
0, 1 lfclSLfeft, tuEm^Sii^ (Ha^ff) § 
20 aiJTK^5U-*R5IU lufH^^h (H^f) T 

/^ag^Mt^iihtioT, ^ffisi o, ii 
[0027] */vu77io)Sj*tffl^6n*x9y- 
Sfe, /^7»i:7j<iciD^T^;l/^ J f>*tyt 

30 SDS^O^tttfC^LT 1-7 0111 5-5 0 
40 fl«T*5 0 

[0028] ftwfm 2 Bti, sBssd^a^j: < m. 

i*^7y-a»53i*±tf, 02 (b) t^fjcat, 
as 1 1 cs)St«4ii!)M 1 2 fc&tteb**. 

flfSl 2{i, ^^1/7*12 BO^ffifcftSasai/^ 
50 -r«feO*ffl^5Ckfe"Pt«. *LT, «fflll©» 



(5) 

7 

i\ sefdmu ztt^wm®. mmt) vim 

7S 2 b ©Ifak • &m fctt. Its i i ©MB588BIB 

*»5, 0. 2~3MPaT»S5<li:AWSL<, 0. 3 

-1. 5MPa"P*«!:tS«J:DjffSU\ Sfe, 

/1/71 2 B ©KJIBf fctefrS&gfiig (M 1 2 ©fi 10 

so t±, miczmmit, mmmmcft^ 

t\ 1 5 0-2 3 0°CT»$>%ZthW£L<, 17 0- 
2 2 0 o CT'SSilfc^ < tDff$LV\ fl/W/Jl2B© 
K* • *P^7jf 2 B«t§s! 1 1 Bits 1 2 

legits?-. su»L^7a^ ssi mms-fr 

So 

[0 0 2 9] ±$©£5fc^W7l2 B^IMfbll 
* W71 2 A ©^SB^^T'SBf 
5c BSMtctSSBtt, 02 (d) tafTJ: 

S;tfc7-;l> P 3 fcf^;l/71 2 A WfiLfdfS l 0 
[0 0 3 0] SfiSWfctt, in»fc:J:!>»3l*Sfe©«* 
Stfl 0 0-1 9 0t©fc©;6W£L<, 110-16 

xit^v-^cDimmzmrcmmt urn v 

^nfcT^I/SISSSI, fSi§tt«fJi#;&W?>ft, C 30 
ft50tf1ffe*fKfBa<g*> KtJfilMt^©^^* 

©Kfrfc, 0!*& «W, 77{bim ^hnvfb£ 
ik tF^7Hb#Pf GMT, IW^tv^o ) £t 
^7^8SSM*9^£^ft£ffl^5i: fcfeT?tr, 

^ffl^SJlfctTftS. 40 
[0 0 3 1] 38S8I©S«, JSaWS4*IJS!Bf£©« 

*c*ff5E6*j£:&% i - 2 om%t-&3 ci 

SL<, 3-1 0SM%T^5iltA^l3ffSLl\ 
[0 0 3 2] 5fflK!«4#rt>W7'Jl2 Atftrt 
iWMZ B fc©Hfcft|I'r3J:5fcrt>Vl/7'Jf 2 ARff 
*PW7l2B££te#to-&3o tafc^ 02 (e) 
t^t <fc 5 fc, ItS 1 2 fifcEIISftfcffi* • MO 
W\/7m 2 B ©±73 J; D , 58SS0££SS-&fc|ty W 
7l2A**fe£fc**. C©|& |?W7S 2 A Sit 50 



#12 0 0 2-1 45240 
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w \ oipmwm&f, tmi 0^©S»H1 2fc 

^LT, ggl 0©»S£g|5T?jgl*ai© 
ftyS;l/7S 2 A£?¥ JELTl^MfiVOOft/U^H 2 
ARtW^/P7l2B£S*£#§ 0 ^©a, SISIl 0 
^©lufB^lgKi^^aCTffiliS^/^^b, 
;P^S2A^aiSl OfrBitSl 2fcgltzg-To fi/VI/ 

[0 0 3 3] 02 (f) E3?r<fc5fi:, |J|3§88 
l©SM2 3a, 2 3b£8fct5^J¥*£{bfcftjS 

tmZ(D^v7^yxc^t^mm<Dmmi 3§ 
ffiSLTttsi i fc^t^b-frTffff-rs. doaaii 
3tt, ssi otii»M« cksw 

T?&3. ^LT, ttMl 3&tMl 2%^ft^ft©;ta 

;l>7« 2 A h^)Wm 2 B t^-Wb?^S. src 

fbt 3o 77>^©s^t{i, ssiaasflsfesjSfc 

i: LTT>7^©g»giJ*ffl^5 c U\ 
[0 0 3 4] «aB«OffE*li:*»*»t>5f, mDffll-fi 

!2A03i(»«*IB(tfcLT^»E»*TS. $»© 

a, 2BicMift? t kv%i^&otet%£m^ 

%M<%mt%m&frt>, 1 5 0-2 3 0"CT?fc*z:fc 
SW*L<, l 7 0~2 2 0iC-e*5Ci:^J:Dff$U 
v\ 

[0 0 3 5] SIMiJ*W©%?S^ST^U, ^3/^ 
2 A #ffij£©£**£ T^^ftfc t C 5 T'tm 

•ejft%»7-r5o JfUT, StSl 3StfJiSl 2$H 
V^T^^$ftfc§g§ M n n n ) ^SfJS1-§o 

[0 0 3 6] 7v>5^S&m^©^fe:«»fr 
S 0 ^Kflg^tt, 03 (a) t^-r<fc5{C, 

^©^I 1 4 aRtflfffi'J yff 1 4 b^x.f«3.- >y 
M 4^77>> ? g]52 0©SffiM^5}fbSTT, 77 
y-7gP2 0 ©S»S«m£Ottji-e«»ft5 1 f: fefcg 
ir^Tfrbft § flWSBIOI^/Vl/TlWKfflaffiT S ©^ 
K<*^fci?)©Uy^«©/>y9 L 2 1 a*m£ffififcJg/S 
2 1 aO^ft 0. 1-0. 6mm-e& 
&Z.£ffft%L<. 0. 2-0. 4mm"e$§c:i:A'<t 

T 2 HBrfiLteSB- 5 c fe T* 1 3 0 
[0037] -^fttWni^frd. -Mitfta: 
m H3 (b) fc^tJ:5fc^ 6tSA 
U ttSl 6©yy^K©H»l 6 aflfc, filfSSgt 
inSLft««©ffffi?l 7A5SAL, 79>S^»2 0 



9 

<ojs»8H»»5S"FrssTa52 im^tio &t®2 
©ss (gffisa) a, rjvy^z&ozmym. 

00-1 6 0°C^5iltAWSb< > 110-130 

[0038] we WB7<r frbM3*iBiiLt& a mm 
7-r;l/Al3ti % 03 (c) t^fiafc, 

§o ffli7^;i/ ai 3 mm, w^mmm^i. 

/ 2 B ©Ifck • mOMT°m LTzWSL (0 2 # 
IS) tSfflfO^-eXSKSIBl 8 a, bRff^Ffc. 

mm 1 8 rtt^fiossss-b-y h u stsss 

T, iffl^^^©^^-*-^*^^ 
7 (BiW) £^&£#Tlf!g7^l/2^ffc$€T 
Si 8 o^*-&b-&s-s?, SgO^Vl/T'lOiiSt 
tt^fijffl LTl^K? IS 1 8 a , b fcilCTSffifcKS 

si* u pvw7B3mmmm7j)ii±*m?£# 

So 

[0039] %tc, ^3taBrtWni*fT 5c -^fiifJni 

T*H\ 03 (d) C^f«fc3t, fftf^^Se 

*fttfS-2rT, ^OfflSfrSlafltefiiffFl 9©77> 
i?& 1 9 a £IBSttJS 0 {c@*5?-&ft* t 5luBBSTa5 2 
l©ft«c38£i* fuf3/y^2 1 a©8&ft&»SJr 
55SLTjf5SUS2 2%»/St«. J/r9£U$2 2£ 

[0 0 4 0] %XC S =»ft{fftll*ff 5. =&Stfiqi 
m 03 (e) fcSti^t, 5fe«fc$TD3IL©S 
95fcftf&LfcH&S&££fSW«®ffff? 1 7B£, gt 
11 6©HiPl 6 afltffAU »ft)3gUaS2 2MT 
SP2 1 ©ftffl, 77^2 0©TffiW&W/^71 
2B©^M£ff J ELTH»M£T3<, S£«L 

[0 0 4 1] EU38ll!l/fcJ:5E, *Hl^l©§f§l 
& ft/WT*! 2 A tfrWTM 2 B i;tfg£Sftfc7 
7^5^8152 OOJSggPfcSTSP 2 lfcJ&SU £5fc^ 
T$2 l©T»£^SLfc#T?))IL$2 2£?£$ 
U SSfDjMLgP2 2*. STS152 lOrtffi, ¥Sg|52 
0 a OSffifttfJVW-T'l 2 B O^BIfc-WSSlcSf&L 

H±tf g« Lfc«£fc 1.77 y9m>Wm7 4 >IL<D® 



(6) $^20 02-14 52 40 
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m®<rzttFe%So JjfDSbgP2 2ST« 

7^;PAl31 5 Sa$tlTfeD, #rD5IUlS©«W 

S^OSjcSa^tB^Cfc^Tft*. $fc % 77»* 
S2 0O«WfflgS|5^a5C*MLftV>fefe, PSfcD* 

[0 0 4 2] $fc* *!»!©§#£ ltt, ft • 
7J1 2A • 2BO|ffl£5aSji!ll4^8SftTHWb£ 

10 H GES83£g) £«hTV5„ £5Jc, Sffiltt, 
16, BBIStttffijJ-lffcSKfr, ^H7^;PA©^ftt 

D, »3Mt*a5$DiSli:LftV>77>2^52 03£fif7f 
[0 0 4 3] 04 (a) ~ (d) it, *56W©§ggK* 

■r**»fcov^*rtt» ^-^%#t^©ii^{i*BSt 

30 [0 0 4 4] 04 (a) t^tl»®©§^f±, 77 
^^2 0fC ; e©^1^5T7JtSTt-5STB152 1 

ig*nfe»rD£b^2 2' s^jsstifeto-ea&s,, * 

[0 0 4 5] 04 (b) t^1-^SUg®0§g§a, 77 

vtmz ofc^e©^is^6T^£ST-rssT^2 1 

40 lRlltTlTt)g$nfcS!3fiL^2 2' WD 
jgLgE2 2' IMT&Z l©F f 3ffiEg-g-$tl/'ufe©T'$ 

fCfi, 7Y/l/A©!Sgi5^TS/fflgi55fi^(Cfe5©T\ 7 

[0046] 04 (c) icmtmmmm<D^t, 77 
>s^»2 ot*©ji«Ki»s"i\5icsTr«aTa52 1 

jWBSS+i* i: t fe t, STS(5 2 1 OTiSS^ h ftfrfc: 
Wlft-T * J: 5 fci&W-TW D 3S3-nT*f D 3SL« 2 2' 

so jgjssnfeto-efcSo **ffi^n©^{i, mibss 
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[0 0 4 7] H4 (d) £;StlWl©§f£«, 77 

& khessbi fc^aojasfi^snag^ JM7 

[0 0 4 8] 04 (e) £^1-|UfiJBSI<0fBgH:, I^H 10 

(d) nmrnm^mz, n>w7S2 b ©7 ?yv 
m orc;st^2 1 ^jgistssKWrtiPc^sn 

[0 0 4 9] flESKlRtfBU (a) ~ (c) 

MidtbfcfeOT*!), 7^;bA©#£&&lg£ 
#8T?**jS"Cfc»ifcJB*C**. Sfc, iff!) ELS 20 
©5feffi^ffil7^;l/AlT*Sa-r§ci:£J;oT, S 

[0050] tn&HBHKciB&gn-r , * 

[0 0 5 1] flAtf, Wilt, t&IB^ftJ&SOS&l 

tLTJi, iUffloKfTKtt, KSMM^ScttfT 30 
t, ftfc, ^>x*yh#y7il©fflfc:feS§grc% 11 
&tt#&gft«££ tt, 77 U ;«xv;l^7 3 y%<r> 

[0 0 5 2] sft, MiM^i©^^^^? 
mvT^m&Rxf£&mmzm&m& (ffiJf 40 

[0 0 5 3] *^BO$ffi«, Mfaftffl^ltfett5<t 
L^i)\ ft/WTM 2 XR&PvWTM 2 A £B8NI*iS: 50 



WH2 0 0 2-1 4 5 2 4 0 
12 

2 £-fl©/ W7*Jft&» 5 C 1 1 

[0 0 5 4] *%Hjg©§g|ti, iu$©£5fc, 
;P7I ! 2 B ZfflkttTlffiffltZikrcWcft/W-fM 
2 A fcSfc£to-8\ p5#££ttLTS£fS t 

fcSfe^tH*. ^©1IS#£§Si£tfTlBg-<r;g> c f: fe 

[0 0 5 5] 3: ft, ft/W7l2A©^g|ffi£fi?SMT* 

K?££rtA;P7B 2 A ©*Mfcx7b-§t?P& H LT 
fife, MfBSMl©g3§© 

*JB/S"T5 J: 3 £ Lfetf, «BB7-f /l/Al«g|jELfett 
t-^ftif Iral^fT 3 c i: fPt § 0 
[00 5 6] 

[0 0 5 7] <«SfcrajgR> 
iS$H : 1 1 0mm 
SlPBPF«3g$ 1 :8 8mm 
fiSflg* 2 : 7 0mm 
77V$?8PFSS5|BW : 1- 3mm 
77^5>95¥fiSW¥*T : 1. 6 mm 
lTSf5©^?H 1:3. 0mm 
S|g|5±g|5|f*T 1 : 0. 8mm 
BgWjfegWP#T2 : 1. 5 mm 
BSTSP)P*T3 : 2. 0mm 
ggPji^T 4:1. 0mm 

3-t-MWl:Rl = lmm, R2 = l. 5mm 
[0 0 5 8] <ftrt)WM • ^/^V71©»ffi>§§g© 

183 1 OOftm) ^l^fcttS^ TEI§^©77';- 

(w?tm {^-yy/^vf-.wm. 

*ffi=3 : 7 (3«Jt) , ^;P77^U-zifi0. 5 a 
*|g=3 : 7 (MJt) , /VP7X7U-Sfi0. 5B 



(8) 
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[0 0 5 9] <9UW7M<Dffli • tig&#&>H/W 

ttTflWETfcBfak • mkhtco Sfe, ISi&©#^/l/7 
l077VS^fcft;S*58H&fcT>7V0D£&frL 

fee 

&K£&: 2 0 0°C 
ffl±£ : 0. 4MP a (1 8 0©H) 
[0 0 6 0] <ityW7l0flSffi038^fc£SSHI 

^/l^loM^Sffi^^I^S^fc,, 10 

mm^m ; 

%M'J (®#$tt§»» ofa#"*-r*n*7x7-P8 
2) : sssaa 1 6 o ~ 1 7 o °o * i si% mm 

[o o 6 1 ] <jn» • mm>fi • ftwiwtwb 

2 0 0°C 

WE* : 0. 4 MP a (18 Offlg) 
[0 0 6 2] <«»finl>rtgl 0 7mmOfl-Bfi*3g 20 

[0 0 6 3] <-»fini> 

ffffi? (771/3-7 AS) OgffiSS: 5 0°C 

US (7;l^7AID oas^a : 1 1 0°Cffj±* : 

3 t o n f 

[0 0 6 4] <Sfl|7Y;I/A«OJg/S>TI20«flig7W 
;UA£ftl» Wltcgfs £ 5 fcKBLTTIB© 30 

£/VI/7'l©«a5fe:teV'»T«J»fUft. 



I* : 1 50/im 



if]S7^/l/AJ| 

mmm-.mmm b^plavac-fes 

6PHS 

7^l/ASnf&£S (fc-2-i:ifl!7 
■OVhOmWil 1 Oram) 40 
7f /VAfintffig : 2 5 0°C OsMS^fia) 
7>r/l/Ai[ia&BfH : 3 5# 
7^\fi£ : fg6 0mmxg2 1 1 Omrn 
777#H : 7/1/3^-7 A (Sffi£r7D> MB 
80 linD 

77^gfi: 1 1 5°c (7^^msa) 

M^mmm : PgRLgfl 8 8mm, ]SS$g0 7 0m 
m, iS$ 1 1 0 mm 

$3s83em&m& ■ 1 1 5 °c (smfim&mm 

1 5# 50 
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[0065] <-&mnux>Tm<DmT*mML$i 

1 2 0"C 

(7/1/5-7 ASD SMSfi : ttfi 
[0 0 6 6] <=*ffltffini>TSO*ff-pfPBEL&tf 

lo^ffit-ttWfcS&Lfe. 
ffft? (7/1/5^7 AiD SffifiS: l l 0°C 
(7/1/5-7AS) Hffifia: 1 1 o°C 
1 2 01C 
1 0 0 k g f 

[0067] {mm&jmm»K<DW£\ mm* 

[0 0 6 8] [SlOfcgOillS] luiEO/P*atf « t) 

SSSJMOfcg-^T, SHSaOl rt / Vl/7'loffi ft* 
SSL ft. 

[0 0 6 9] [Wffi&iomS} §Jglt9 5-1 0 0 

a, at;§i§#sffioiga*g«ssaff-fcj;Dfta'j 
u fe^osatggg^affiosat^rgaM*^* 

[0070] [flffi©¥ff tt0$l£) SffifE£ OfflSt 

tt^-73Ai 2 oa [ m memmm zm\ 

mm.mt, *y b#7 : 2. 5 mm, wfc&z ■■ 1 
0. 0 0mm, 7-r/V* : 2 C R % fflfe&m : 5 0 0, 
SfWlE:*^ ffitt:«*i:Lfc. 
[007 1] C©±5fcLTfffll£tlfc8Blk 77> 

-7^fcmM©?sa^# 5 7 7 vsJ&oisgKP 6 ©m 

#Sife&JJT?fcofc. Sfc, £1 
jl&# ; 0. 8~5mmT?, t*^-egl&t>©T*£ 9, 3: 

3lE©¥?f tttf S < , ^m^mt Ra^l~20(i 
nu fttt&SRiaxtf 1 OOfimKTT'SD, $H!7^ 



[0072] 

[HI] *?PJi©^©-|imt*flSWfc^Lfc0 
T?&D, (a) tttWSf!HinBH-p*D, (b) tt77> 

fet», (a) #/W71©S>«Xg*^tS, 



(9) #H2 0 0 2-1 4 5 2 4 0 

15 16 

(b) imw/mm • (c) * i (b) mm) 

®9\^%ffl^T*WBLL?^ZJM*7F&®. (e) 1 $gg 

(f) ttiaftig^tH'efts. 2 a rt/vi/^a 

[03] ^KO^OSBSlSfO-a^^tSWHTf 2B 

SO, (a) *<yr^y^Ig^m (b) B 2 0 7v>^ 

Hfci&tfigfc^m (c) tts^-f/i/Aiojfts 21 

ig%^m (d) iz-mifxm**tm, (e) 22 Stdslsp 

[04] (a) ~ (e) tt, ZtlZtl&mvmtetS 4 
&577y^g|J<0gllO}B«*^tSSI5O«BlSBfiSH (H* 

[01] [03] 



fa) O) KJ) 




A(##) 3E033 AA08 BA10 BA13 BB02 BB03 
BB08 CA09 CA16 DA06 DA08 
DD05 EA04 
4F100 AJ04A AJ04C MOID AK05E 
AK06D BA04 BA05 BA07 
BAIOA BAIOD DB07 DB09 
DGIOA DGIOC DJOIB EH41A 
EH41C GB16 GB23 JKOl 



